Aircraft OEM: Robinson 


Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2016-91 Date Opened: 05 Julv 2016 
Title: Fabrication 


Aircraft Model: R44 
Product Tvoe: Cargo Basket and lid 
Product Mode!: LH Standard 
Quantitv: 3 


Work Order Contents 
Work Order/Build Sheets (Procédures Provided) 


Additional Work Sheets (Standard Practice) 
Drawings (See List Below) 


Parts Distribution Sheet 
Sub Component Tags 


Completed Certification (Original) 
Time Sheet (R&D) 


Notes 


Bulld Sheet Contents 


Drawing List 


Tasks Initialled 


Dual Inspections Initialled 


Dra wi ng # 
Rev # 
Description 


Initial or N/A 


DB 
N/A 


DB 


DB 


■ N/A 
N/A 


Initial or N/A 


initial or N/A 


90611 
1 
Body 
DB 


90612 
1 
Lid 
DB 


90621 
1 
Aft Attach hoop 
DB 


90622 
1 
Forward Attach hoop 
DB 


49210 
2 
Hoop 
DB 


84262 
2 
Basket Handie Prov. 
DB 


94263 
0 
Lid Handie Prov. 
DB 


Component Compietion 
Quantity Complété on This Work Order 
Quantity Incomplète on This Work Order 
Further Processing Required Before Release 
Release to Stock as Components 


Certification 
Form One Completed 
Serviceabie (Green) Tag Completed 
In Process (Yellow) Tag Completed 


Unserviceable (Red) Tag Completed 
Parts Tracking (White) Tag Completed 


Parts Placed in Stores for Distribution 


Additional Documentation 


Documentation of a minor change 
Non-Conformance Report Required 
Service Difficulty Report Required 


Billing 
Local (Aero Design) 
Research and Development 
Third Party 


As instructed 
^ 


N/A 
N/A 
N/A 


initiai qr N/A 


A/fA- 
A///f 


Initial or N/A 


N/A 
N/A 
N/A 


Initial or N/A 


JC 
N/A 
N/A 


Traveiier 


Print: D. Bartfai 


Print: J. Clarke 
Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: j. CLhf-^nX 
Approved Manufacturing Facility 73-04 


Initiai or N/A 
-1- IAFt A-ïï'W^ 
9^è2(-o(-ox 


SCA: AD07 


SCA: AD02 


SCA: Aftj- 


29-Mar-17 ' 
Date: 
Date: 30-Mar-17 j 
Date: 
/^ 2iJS- 
Çt'i 
■ 
Rev. Original 23 Sep M14 
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PESCWPHOW OF CHANCE 
i^tfTiAL issue 


MIHALS 


nu KMk UWA1E&; mH tcm su MKA»; mùM KO UHaIEB; 


16.7» RCF 
f«13 RCF 


061* 'l'Œs 


01) BASKET BODY ASSEMBLY 
RH CONFIGURATION SH01M. LH OPROSITC 


HOTCS; 


1. 
REMOVe Aa BURRS MO BRCAK »ARP EDGC5 


2. PRiOR TO «CLOINC. DR>a #30 VCNT HOOS M ASSCWBLV FOR VCNTMC OF MCLO CASES. 
«HCN ASSEMar rs complété, nu. Aa votr holcs wth rosette «eio 


3. moMC OF 4130 STta lo ee coupleted by otaw icmoo to ams zessc. 


4130 ANO 10IS STEEL: «ELDWC ROD SHALL CONFORM TO ER70S-2 OR COUVALENT. 


STAMLESS ANO 4130 STOU «ELONG ROO SHAU. CONFORM TO ERSOBL OR COUVALENT. 
^MSTAU. ITEM 7 (HANOlf BRACXCT ASSEMBLV} IN ACCOROANCE MTH ^CRO DESICN LTD. ORAWNG 84262 


ÎTP 2 PUCES 
A STRUT MCUBER ON n» ENO OF BASKET ONLV. 


6. TNOROUGHLV CtJEAN AND POROER COAT BASKET SUB-ASSCMBUES PRKIR TO ASSEMBLV. 


CRU. 41/2* OUTSCC ONLT 
RELO SPACER (nCH 08) MTO HOU 
RC-OBU f> (0.196*) TNRU SPACER 
TNRU SPACER 


DETAIL 0 


SCNi 1:1 


VCR LOOKMC AT TRONT RM OF BAKSET 


DORN 
NTERSECRON AFTER 


04102 


DETAIL B 
DEJA L A 


8CAU I 


A/^>ES 
3/4-I8F m ME» 
ISTEEL 
ICOMHERON. 
1 


1 
1 
4B2T5-01 M SPACER 
1 
1 
1 


1 
1 
84282-01 l'VJ BA9CT HANHf PROMSIONS ASSEMBLV 
Ï5 
[• 
1 TUBE 
14130 STEEL COND. N 
M0.-T-6736 
0.9 X 0.03S SOR TUBE 
Â2 
lA TUBE 
|41M STEEL 0040 N 
MIL-T-e736 
0.7S X 0.039 SOR. TUBE 


3 
3 
4B210-02 Ml HOOP 


1 
90622-01-02 IS1 FORWARO ATTACHMENT HOOP (LEFT HAND) 
90622-OI-Ot l>VI FORWARO AnACHMENT HOOP /mOMT IIIIImBiI'" ' 
~î~ 
80821-OT-02 
AFT ATTACHMENT HOOP (lEFT HANOI 


~ 
00821-01-01 [•rl AFT AHACHUENT HOOP IrKWT HANOI 
00811-01-02 Mi BASKET BOOr ASSEMBLY OEFT MHb) 
s: 
00611-01-01 Mi BASKET BOOY ASSEIiOLY TRIGHT HAMll 


-02 -01 
PART NO. 
DESCRIPTION 
1 
MATERIAL 
MATERIAL SPCC 
STOCK SBE 


OTT OTV 
UST OF MATERIALS 
| 


JEFF aARKE 


E 
BURCOIN 


}S SEPT 20IC 


UNLESS OTHERWSE SPEOnCD 
DNEN90NS ARC IN IN04CS. 
TOIERANCES ON: 
OCCMALS 
ANGLES 
X**K ±0.010 
±1/2" 
* ** 
±0.03 
XX 
±0.t 


AFRO DESIGN LTD. 


ROeiNSON R44. R44 II 
QUICK RELEASE CARGO BASKET 
BASKET BOOY ASSEMBIY 


SHEET 
1 
OF I 
Al 
90611 


On\i, -91 
y ^ 
IHtlUéeWI'UiraïuUMhT.MUIIHMElilNKiASSUiit W 
iAHW lOW. 
■ «>aWBUS 
ctPO. » BWURD » M* WML «■ HD 
wm/toMC iMn xc «Tix csReir o toe cam i« pr tcana x« wi— fw 
NWWX M RVOif «MIS 10 «U MW KOT im nWUB fU M USL « mS, V M WtMK 01 M mMLM COaUWS NOW 


REV 
DESCRIPTION OF CHANCE 
MIT1ALS 
DATE 


NTIAL ISSUE 
TtTlE 6L0CK UPOATED. 84262 CKANCED TO 84283. «CLDINC ROO UPDATED: 
BJC 
21/09/2014 


tr» m 


DETAIL A 


DETAIL C 


OMU. t/3* 
_-v THR0UO1 OC SIX 0«t* 
05) *li3 SPAŒR H PLACE 
^ 
'WWX #9 (0.196') 
AFTIR KLINNC 


DETAIL A 


dSz 
A 
T 
DETAIL B 
T 
DETAIL 8 
@ BASKET LID ASSEMBLY 


ncNT UNO Associr showm, left hano cpposhe 


^—V"* 
w 
V Twru \ 
V y 
TlWCAl 
FHST S PLACES 
nCN EVGtT SECOND 
OR AS PRACnCAL 


DETAIL A 
LOOKING AT TOP 


NOTES: 


1. 
REMOVE ALL 8URRS AND BREAK SHARP Q3CES 


2. «GDINC OF «13D STEEL 10 BE COyPLETEO BY CTAW WCTHOO TO AMS 268SC 


4130 AND 1018 STEEL «ELOHC ROO SHMI CONFORN TO ERTOS-Z OR EQUIVALENT. 


STAINLESS AND 4130 STEEL: «CLOINC ROO SHAa CONFORM TO CRSOa OR EOUVALCNT. 
^WSTAa ITEM 4 (HANOLE BRACKCT ASSEMBLY} M ACCOROANCE «TH AERO DESKN LTD. 0RA4MC 84263 
rrP 2 PLACES. 


4. «HEN ASSEMBLY IS COMPLETE. HLL AU VENT HOLES WTH ROSETTE NELD. 


5. 1H0R0UCHLY CLCAN ANO POROER COAT BASKET SUB-ASSEMBUCS PfMR TO ASSCUBLY. 


3/4-t6F 


90812-01-02' 
90612-01-01 


PLACARD BRAQgT 


TUBE 
14130 SIEEL COWO. N 
'BAakfV lib'À^SDIBLY rtjn HANQ} 


BASKET IP ASSEfLY (1 


HATERIAL SPEC 


0 78 X 0.035 SQ». TUBE 


UST or MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


JEFF aARKE 


e BURGOIN 


}3 SEPT 20IC 


UNLESS 01HCR1MSE SPECmEO 
0RCN90NS ARE IN INCMES 
TOLERANCES ON: 


OECIMALS 
ANGLES 
KM* ±0.010 
±1/2" 
XXX 
±0.03 
KX 
±0.1 


AERO DESIGN LTD. 


0868A 1IALA8PDU ROAD 
POVBLL RIVER. BC. CANADA. V8A 0O3 
m. «M iNum 


ROBiNSON R44. R44 II 
OUICK RELEASE CARGO BASKET 
BASKET UD FABRICATION 


Al 
90612 


Pol(7~9f X ? 
ë^liWW»<lh WiaiBMii». MHwtAtf iét>WimaW,a»TrfmW 
ecw. c* DufvcAV» M MTT «MM*. «01 MEt FOI iMMracivMe «nan m aim ccmot cr loo ccsoi is n learMc mi om 
jVEWqt. «c CTOf wcs 10 «g* «go ewa tip. n inri hicm m w. » wm. 
v ww 
et m mcwmioi «wim* » 
DESCWPTIOW OF CHANGE 
wiTiAi isajE 
TITIE BLOCK UPQATID; MAWOU pwo^aows *o6à>: C*P ^/W UPPA^kp 


@ 
CAP 


"TT 
TT 


TAP ORia 0 
(0.332) X 0.75 DEEP 
TAP 3/8-24 


VIEW C 


@ 
LUG 
t. R£WOVC AU eURPS ANp BREAK SHARP EDOES. 
/^Dftai |30 (0.139) \€NT HOU IN HOOP FOR >CNTMC OF «CLO OASE& 


3 «ELOmC OF 4130 STEEL TO BE CCMPUTED BV CTAW ICTHOO TO AUS2695C. 
WELOINC ROO SHALL CONFORM TO AMS ERTOS-Z OR EQUIVALENT. 
A 
MILL SLOT INTO ITEM 3 (1 IN TUBE) AS SHONN. CONTOUR ENO OF ITEN 4 (1/2 M 1U8C) 
MINHiUZE CAP BCTWCEN ITEMS 


y^ADsAJST SLOT OF ITEM 6 (CAP) TO FIT AS REQUIRED. 


e- 


VIEW A 
VIEW B 


1 


« 
(13.00) 


-029 


RH ATTACMENT HOOP ASSEMBLY 
6^ LH ATTACMENT HOOP ASSEMBLY 


52 


90621-01-02 


BA9irr HAMDU PBOWSWS ASSEMBLY 


14130 STEEL CONO N 
14130 STEEL CCWO. I 


AISI I010i^020 
O.OaO SHEET 


MATERIAL SPEC 


5/» OIA ROO 
1/2 K 0.03S SOR TUBE 
* 0 
065 soR Tuee 


UST OF MATERIALS 


JEFF aARKC 


C. 8URGON 


0-\ 


^ 
DRU 9/8 (0.629) 
AT 9' AfÂ£ AS SH( 


FFf 
liJ 


UNLESS OTHERIMSE SPECinCD 
DIMENSIONS ME M MOlCS 
TOLCRANaS ON: 
DECWALS 
ANGUS 
X.XXK ±0.010 
±1/2" 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


06884 MALASPWA ROAO 
povm nvxR. bc. canada, vba oca 
m. 
«MAtAsm 
—.«iTQiiMnx» 


ROBINSON R44 
OUICK RELEASE CAR(» BASKET 
AFT ATTACHMENT HOOP FABRICATION 


SHEET 1 OF 1 
Al 
90621 


é WUkàlW M» W 
tUi é 
16 <M6 
iki và buM. é m min MiU. wi wl à. MMUA 
» F» iwar<Mwt mut M 
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RfV 
DESCRIPTION CF CHANGE 
INIT1ALS 
DATE 


INITIAL ISSUE 
TITLC BLOCK UPDATEO; HANDLE PROMSONS AOOED; CAP P/N UPOAILU 
BJC 
22/05/2014 


:r 
le 


GAWD LUC FLUSH —f 
^— CMC LUC aUSH 
LEFT HANO 
nCHT HANO 


6TAW>—n— 
/ 
I I 
S- 


VIEW C 
TAP DRILL 0 
(0.332) X 0.75 DEEP 
TAP 3/6-24 


1. REMOVE ALL BURRS AND BREAK SHARP EOGES. 
/$\dru. #30 (0.129) VO<T HOLE W HOOP FOR VENT1NC OF WCLD CASES. 


WELOING OF 4130 STEEL TO BE CONPLETED BY GTAW METHOD TO AMS26a5C. 
VtELOING ROO SHAU CONFORM TO AMS eR70S-2 OR EQUIVALENT. 
A 
Mia SLOT INTO ITEM 3 (1 W TUBE) AS SHO*N. CONTOUR END OF ITEU 4 (1/2 IN TUBE) 
^-^TO MNlUfZE CAP BCTVCEN ITEMS. 
^AOJUST SLOT OF ITEM 6 (CAP) TO FIT AS REOUIRED. 


@ 
LUG 


VIEW B 
V^EW A 


(1300) 


N 
DRU. 5/8 (0625) 
AT S* «N(&£ AS SH09N 


®-\ 


»•>—^ 


H 
I 


^ 
RH ATTACMENT HOOP ASSEMBLY 
$Z) LH ATTACMENT HOOP ASSEMBLY 


''\/b 


T7S 


90821-01-01 


BASKET HANDLE PROVSlONS ASSEMBLY 


14130 STEa CONO. I 


AISI 1010/10"^ 
AISI 1010/1025" 


14130 STEEL COHg W 
LH *rt ATTACHMENT HOOP ASSEMBLY 
RH AFT AnACHMEHT HOOP ASSEMBLY 


0.050 SHEET 


HATIRIAL SPEC 


1/2 X 0035 SOR lUBE 
1 X 0065 SÛR Tl«E 


UST OF MATERIALS 


E. BURCOIN 


UNL£SS OTHERMSe SPECTIQ) 
DIMENSIONS ARE M INCHES 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


ROBINSON R44 
OUICK RELEASE CARGO BASKET 
AFT ATTACHMENT HOOP FABRiCATlOi 


SHEET 1 OF 1 
Al 
90621 


V- V 


Ajk - STSrL, ^ 


REV. 
DESCRIPTION OF CHANGE 
INIHALS 
DATE 
0 
INITIAL ISSUE 


1 
TITLE BLOCK UPDATED, HCIGH UPOATEO TO MATCH ASSEMBLY DRAVWNG 
BVC 
22/05/2014 


22.0 


LEFT HANO SHOWN, RIGHT HAND OPPOSITE 


IF USINC 49210-02 HOOP AS STOCK 


7.25 
REF 


MILL 
0.313 DEEP 
2 PLACES 
15.50 
REF 


4.50 


4.0' RADIUS 
9.10 


SEE NOTE 2 
3.75 


Oi; FORWARD ATTACHMENT HOOP 


FWD 
FWD 


RH 


0.36 (REF) 


FWD 
FWD 
0.31 
TYP 
TYP 


GTA«r 
GTA«r 


03 
.03 


DETAIL A 


SCALE 1 ; 1 
DETAIL B 


SCALE 1 : 1 


NOTES 


1. REMOVE AU BURRS AND BREAK SHARP EDGES. 


X ORia |30 (ai29) VENT HOLE IN BOHOM OF HOOP FOR VENT1NG OF WELD GASES. 


3. WEIOING OF STEEL LUGS TO BE COMPLETEO BY GTAW METHOO TO AMS2685C. 
WEL0IN6 ROD SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 


6S823-02 
90622-01-02 
90622-01-01 


PART NO. 


03 
01 
01 


ITEM 


LUC 
LH FWD AHACHMENT HOOP 
RH FWD ATTACHMENT HOOP 


DESCRIPTION 


4130 STEEL COND. N 
4130 STEa COND. N 


MATERIAL 


MIL-T-6736 
MIL-T-6738 


MATERIAL SPEC 


1/2 X 0.03S SOfi. TUBE 
1/2 X 0.03S SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


SI 
X 
If 
ï'itpli 
biiiji 


Sissili 


APPROVALS 


JEFF CLARKE 


CHECKEO; 
E. BURGOIN 


DATE 


10 APR 2006 


UNLESS OTHERWISE SPEGRED 
DIMENSIONS ARE IN INCHES. 
laERANCES ON: 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGDŒERS, TRANSPORT CANADA APPROVALS, DAR B901I 
2013 - 3BTH AVENUE N.B., CALGARY, ALBERTA. CANADA, T2E aR7 
Uk (403) «SO-BMT 
lu; (403) 380-0333 
amOMlfiiOtaliupUiuLiiat 


ROBINSON R44, R44 II 
QUICK RELEASE CARGO BASKET 
FORWARD AHACHMENT HOOP FABRICATION 


SCALE 1 : 5 


SHEET 1 OF 1 


DW6. SIZE 
LGL 


owc. Na 
90622 


REV. 


UST OF MATERIALS 


PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC. 
STOCK azE 


49210-01 
01 
END HOOP 
4130 SQUARE TUBING 
MIL-T-6736 
#1/2" X 0.035 WALL 
49210-02 
02 
HOOP 
4130 SQUARE TUBING 
MIL-T-6738 
#1/2* X 0.035 WALL 


0.75 
TYP. 


MILL 5/8" 
0.313" DEEP 
2 PLACES 


15.50 


4.0 RADIUS 


SEE NOTE 2 


15.50 


4.0" RADIUS 


SEE NOTE 2 


22.0 


01) END HOOP 
02) HOOP 


NOTES: 


1. REMOVE ALL BURRS ANO SHARP EOGES. 


2. DRia |30 (0.129) VENT HOLE M BOTTOM OE HOOPS FOR VENTING WELO GASES. 


1 


REV. 


Tim: BLOCK UPDATED: VENT HOLE CHANGED 
HOOP HHGHT CHANGED 


DESCRPT10N OF CHANGE 


BJC 
BX 


INIT1ALS 


22/05/2014 
APR 28/04 ' 


DATE 


NOTICE 
1HS ORAVHNG CONTNNS INFORMATION AND DATA NHICH S 
PROPRirTARY TO AERO DESON LTO. TVIS DRAKMNG, OR ANY PORTION 
THEREOF, MAY NOT BE REPROOUCEO. COPCD, OR OUPUOATEO IN ANY MAItlER. NOR USED FOR MANUFACTURPIC WHHOUT THE «RaTTEN 
CONSENT OF AERO OESMN LTD. BY AOCEPTINC THIS 0RA1MNC FOR REFERENCE, THE RECIPIENT AGREES TO HOLD AERO DESIGN LTD. 
HARMLESS FROH THE USE. OR MISUSE. OF THIS ORAIMNC OR THE MFORMATION CONTAMED THEREON. 


APPROVALS 


STEVEN FAHEY 


CHECXED: 
E. BURGOIN 


DATE 


MAY 10/02 


MAY 10/02 


UNLESS OTHERMSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


BB88A MALASPINA ROAD 
POWELL RIVER, BC, CANADA, VBA 0G3 


TIL: a04.4a3.8S1W 
v 


HEUCOPTER CARGO BASKET 
BASKET COMPONENTS - HOOPS 


SCALE 1 : 5 


SHEET 1 OF 1 


DWG. SBE 
LGL 49210 


WB Wlli. 
WIDIIM IHUH», UAV tliT K WMHIBir 
ans, 
on ovuCAiEO m un mm, 
hou usa for wwrAcmmo in«»T ne «aruN cokent or roc ocam in. nr acoftw nos onuwc for 
iPBPice ne RtawHF aorees to hou) <bio icacH inx hwriss FTiai ne ug, or naig of nos aume or ne rforharor cohtrmb) wcntOH. 
REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 84262 REV. 1 
8X 
14/02/2014 


0.750 
GTAW 


aiSE. BOTH ENOS 


USE JIG TO ENSURE BRACKETS ARE ALIGNED 


(S) HANDLE BRACKET ASSEMBLY 


BASKET UD 


GTAW 


FIRST BRACE TUBE FROM END 
HRST BRACE TUBE FROM END 
@ UD HANDLE PROVISIONS ASSEMBLY 


NOTES: 


1. REMOVE AU BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER308L OR EQUIVALENT. 


02 


QTY 


01 


QTY 


36275-02 
36273-01 
84.263-02 
84263-01 


PART NO. 


04 
03 
02 


01 


ITEM 


SUPPORT 


LID BRACKET 
HANDLE BRACKET ASSEMBLY 
UD HANDLE PROVISIONS ASSY 


DESCRIPTION 


LIST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


' 
JASON REKVE 


DATE 


14 FEB 2014 


UNLESS OTHERMSE SPECIFTED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON; 
OEOMALS 
ANGLES 
XXXX ±0.010 
±1/2' 


X.)0< 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


9888A klALASPINA ROAD 
POWELL RIVER. BC. CANADA. VBA 0G3 
TIL 904.488.837e 
i 


HELICOPTER CARGO BASKET 
UD HANDLE PROVISIONS ASSEMBLY 


SCALE 1 : 1 


SHEET 1 OF 1 
A3 
84263 
0 


M4 UUNI! Htim MNHUMII iW UK lUSI 8 MNItTUV W /l{U tOfil Ll. Ni HUM. H NMW «KV. UiVIW K KMWUBir 
coro. CR OKAKAKO M UK lUtHH m) 
USBI FOR IIMWFAC1U«NG anNOUT TW «gnoi CCNSEKT OF KRO DESKN IID. Ir «COSHMC ms OUWC FOR 
REFaOCC. M 
RCmilT MREB 1D HOU) «ERO OCION Lia HUMUS IROV RC USE. OR U9USC. V 1W OIUWC OR HE irORIttlION CO«T»fD IHEREOK 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATEO FROM 36262 
SX 
03/11/2009 


1 
CHANGE LOCATION OF BUSHINGS 
BX 
29/09/2011 
2 
UPDATEO TITLE BLOCK, MOVE UD PROVISIONS TO 84263 
BX 
14/02/2014 


CARGO BASKET RIM 
(REF) 


HRST HOOP FROM END 


i 


0.406 


0.25:+0.00 
-0.03 
TYP 


2.750 


FIRST HOOP FROM END 


( 
) 


2 PUCES PER HOOP 


GTAW 


BOTH SIDES 
GRIND FLUSH AFTER mOING 
2 PLACES PER HOOP 


ORILL 05(j (0.313) THRU 
2 PLACES 


(o^ BASKET HANDLE PROVISIONS ASSEMBLY 


PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EOGES. 


2. ^LDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


JEFF CLARKE 


E. BURGOIN 


03 NOV 2009 


UNLESS OTHERMSE SFEOFED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEQMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


988aA UAUSPINA ROAD 
POWCLL RIVER. BC. CANADA. VBA 0G3 
m: 
e04.46U8Te 


HELICOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SHEET 1 OF 1 


DW6. SOE 
A3 
84262 


3-^02,-^ -..eJ 
CARGO BASKET BODY FABRICATION - COMMON 
Complété 


ftMH LH y4-^ ^ 
^ , (initiai or SCA #) 
WorkOrder: 9^^ 
^ 
S. 


DateGoen: 
fiS" SuLY ^IQ 
AO 
AO 
— 
f3.(^ 


1. Rim Assembly-Basket Body 
^ ^ 


a. Cut and fit %" x 0.035 material to fit rim jig. 


1. 1 or 2 iid prop bushing holes in short tube-referto drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
^ " 
- 
d. For extra large baskets-drill #30 (0.129) vent holes to vent stringer tubes intg^rims. 


e. 94611 (206L/407 XL ski) only - 
drill for 4 threaded bushings before assembling rim. 
AO 
AO 


2. Weld Rim Assembly. 
05 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube. ^ AO 
^3^ 
3. Inspection 
^ 
05 
a. Rim for complété welds 
AO 


23-04 
4. Frameassembly-body 
Qfi 
Oo 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. Iid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 
e. Cut Yi" X 0.035 material to fit spine jig. 


f. Cut K" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut W 
x 0.035 material for front end cutout. Record material PO on attached material 


list. 
h. 90611 (R44) only: Cut Yi" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 


il. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 
^ 


73-04 
^3-04 
5. TIG weld frame to rim assembly. 
Qfi 
ng 


a. Ensure lug locatingjig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


G. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 
73-04 
6. Inspection 
^ 
a. Frame assembly for complété welds. 
^ 


73-04 73-04 
7. Mesh assembly. 
^ 
m 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


il. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug Jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


li. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require 34 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


I. Remove surface rust with scotch-brite. 


il. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
Weld mesh to frame assembly per drawing. 
a. Ensure lug locating jig is in place prier to welding. 
b. General welding requirements for al! baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 
AO 
AO 
Weld basket components 
^^-04 
a. TIG weld lid prop bushing(s), one or two per drawing. 
^ _ 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 
Aû 
73-04 
^3-0^ 
10. Clean up 
^ 
0[l 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do net tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 
d. Remove surface rust with scotch-brite pad. 
^ 
K> 
73-04 
73-04 
11. Final Inspection 
02 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initiai or SCA #) 


e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails; 


Bell 2061/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision G - 
Extra-Wide Low Mounted Basket 
94611, Revision G - 
Extra-Wide Low Mounted Ski Basket 
76611, Revision G-High Mounted Ski Basket 


Options 
7G4G4, Revision 2 - 
Front end cutout - 
698 
7G411, Revision G - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94G11, Revision G - 
Extra Large (ski) Basket 


Options 
7G4G6, Revision 2 - 
Front end cutout - 
764/776/784/94G 


Robinson R44 - 
left or right 
9G611, Revision G-Standard Basket (left or right) 


Bell 206B - 
right side only 
8G211, Revision G-Short Basket 
8G311, Revision G-Médium Basket 
81111, Revision G - 
Long Basket 
Options 
7G4G6, Revision 2 - 
Front end cutout - 
8G2/8G3/811 


Bell 429 - 
right or left 
95911, Revision G-Standard Basket 


Bell Médium - 
left or right 
75111, Revision G-Standard Basket 
95511, Revision G - 
Extra Large (ski) Basket 
Options 
7G4G7, Revision 1 - 
Front end cutout - 
751 
7G4, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision G-Standard Basket 


Options - 
Applicable to ail models 
7G4G3, Revision 5 - 
Auxiliary Latch 
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WorkOrder: J^OIlo "9f X $ 


Date Opened: 0^ 
f G 
jw( ck 


Matériel Tracking Sheet 


Robinson R44 
Basket Body Fabrication 


1 dfZ 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


(-01 rh(3o2 
3 
90611-01- 02. 
Basket Assembly 


Step 1 
Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (55 5/8") 
4130 Steel, 'A" x 0.035 Sqr. Tube 
1^072. 


.2 
— 
3/4" Tube - Stiort Rim (22.5") 
4130 Steel, V* X 0.035 Sqr. Tube 
/ Ç072 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
! 
H OOS- 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


.2 
49210-02 
Hoop - standard 
4130 Steel, V/ x 0.035 Sqr. Tub4ïf 


. 1 
49210-02 
Hoop - with handie provisions 
4130 Steel, V-^' x 0.035 Sqr. Tube 
hS'O 
, cÀ-A'À 


. 1 
90621-01-XX 
Aft Attachment hoop 


. 1 
90622-01-XX 
Forward Attachmen Hoop 
2oH-^C/ 


. 4 
~ 
1/2" Tube - spine 
4130 Steel, y/ X 0.035 Sqr. Tube 
'/ So 72 


. 1 
~ 
1/2" Tube - strut 
4130 Steel, y 
x 0.035 Sqr. Tube 
/ S'07'X 


. 1 
~ 
1/2" Tube - cross member (21") 
4130 Steel, y/ x 0.035 Sqr. Tube 
/ S07'2l 


Step 5 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2TIG Rod 
/'V^3 3 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 56") 
3/4-16F Expanded Mild Steel sheet 
léxi'SS' 


. 1 
— 
Mesh (End-22" X 15.5") 
3/4-16F Expanded Mild Steel sheet 
/ù>ol>Ç 


. 1 
— 
Mesh (End - 22" x 9") 
3/4-16F Expanded Mild Steel sheet 
fUozB 


. 1 
~ 
Mesh (End - 22" X 21") 
3/4-16F Expanded Mild Steel sheet 
/ 


Work Order:^^/^ ~ 


Date Opened;_ 
ly '2^0^ 


Material Tracking Sheet 


Robinson R44 
Basket Body Fabrication 


2o'f2 ' 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 8 
We/d Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 
/ 5'(9 9^ 


Step 9 
Weld Basket Components 


Step 9.a. 
. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Yz" Dia. 
2-OJ S'- S'f 


.A/R 
~ 
Welding Rod 
ER308L TIG Rod 
) 
^OZ.'S' 


Step 9.b. 
. 1 
Cap 
1018 Mild Steel, 0.032" Sheet 
^O/ O 


-A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 
/^OOST 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 
no(o /i7osr 


CARGO BASKET LID FABRICATiON 
Complété 


W„r.Order: 


DateOpen: 
CC IbL-V Mi 
PC 


1. Rim Assembly-Basket Lid 
^ 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
AC 
AO 


2. Weld Rim Assembly 
^5 


a. Record welding rod PO on attached material list. 


3. Inspection 
Ofi _ -M- 


a. Rim for complété welds 
AO 


73-04 
^ 
4. Frame assembly - 
Lid 
05 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" 
x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 
e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to Jig. 


5. Frame assembly - 
Lid with optional walkway modification 
f/A 
f/A 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway Jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Vi X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway Jig using cleco clamps near both ends of each stringer, and 
clamp stringer to Jig using a C-clamp in the centre. 
AO 
AO 


05 
05 
6. Weld frame assembly. 


a. Record welding rod PO on attached material list. 
b. Jigs must remain in place for as long as practical during welding. 
AO 
AO 
rjÇM 
73-04 


7. Inspection 


a. Frame assembly for complété welds. 
05 
05 
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CARGO BASKET LID FABRICATION 
. 
Complété 


or SCA #) 
8. Mesh assembly. 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 
c. Remove surface rust with scotch-brite. 
^ 
d. Ensure lid is prepared for mesh on the correct side. 
^ 
73-Q^ 
05^ ^ 
9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 
d. Weld remainder of mesh as indicated in a. 
^ 
e. Record welding rod PO on attached material list. 
^3-04 
^^-04 
05 
. ^5 
10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached m^aterial list. 


11. Clean up 
^^4 
^^04 


a. 


^3. 
Of— 
775^ 
Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
73-04 
73-04 
To be completed by a différent person than the previous steps. 
qa^ 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LIO FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 


3-04 
02 
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CARGO BASKET LID FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0- High Mounted Ski Basket 


Eurocopter AS3S0/AS355 - 
left or right 
77612, Revision 1 - 
Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision 0 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0-Médium Basket 
81112, Revision 0- Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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Work Order: 


Date Opened: ^ 
^((3 


Material Tracking Sheet 


Robinson R44 


Lid Fabrication 


1 of2' ' 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


90612-01- 
Lid Assembly 
(-01 RH, -02 LH) 


Step 1 
Rm Assembly 


.2 
— 
3/4" Tube - Long Rim (55 5/8") 
4130 Steel, V*" x 0.035 Sqr. Tube 
3/-f 7 / 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, V* x 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 2.^/3-^7/ 
l^C35 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 2 
— 
3IA" Tube - Cross Member (21") 
4130 Steel, 
x 0.035 Sqr. Tube 2oJ3- '^7/ 


Step 6 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2TIG Rod^cjyj-'y?^ /^r»3 3 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
— 
Mesh (lid - 55" x 22") 
3/4-16F Expanded Mild Steel sheet 
/é)0 3^ 


Step 9 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 
/ 5'0 ^f 


Work Order: 2- O/io ~ 


Date Qpened: 


Matériel Tracking Sheet 


Robinson R44 


Lid Fabrication 


2of2 ^ 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
2 
O/C, - 5-^ 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. .2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


. 1 
49216-01 
Spacer (Lid prop) 
304 Stainless, 
Dia. 
2.0/s- 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 11 
Clean Up 
None 


Step 12 
Inspection - Final Assembly 
None 


Step 13 
Powder Coating 
(10 lo / 
17^3 s- 


Quantity: 


PN: 


Aircraft: 


Description: 


Supplier: 


Color: 


WO#: 


Aero Desîgn Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


90622-01-02 


Robinson 
Mode!: R44 


Forw/ard Mount Hoop, LH 
Aero Design 
N/A 
2014-36 
PO# N/A 


Quantity: 


PN; 


Aircraft: 


Description: 


Supplier: 


Coior: 


WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


90622-01-02 


Robinson 
Mode!: R44 


Forward Mount Hoop, LH 
Aero Design 
N/A 
2014-36 
PO# N/A 


CARGO BASKET HOOP FABRICATION - 90621 


General 


These instructions apply to cargo basket attachaient hoop 90621-01-XX (-01 right, -02 left). Refer to the 
following drawings, at the current revision, for dimensions and détails: 


90621, Revision 0 - 
Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 
1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: ^'20{(o 
f 
7^ ^ ^ ^ 
Complété 


(initial or SCA #) 
DateOpen: 0^ 


1. Vi Hoop Fabrication - 
Vi" hoop 
^ 
07 


a. Cut /4" X 0.035 material to 21.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Uppertube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 15.5" (Outside to outside) 


ii. adjust upper stop for height if required 
K) 
AO 
73-04 73-04 73-04 
2. 
Hoop Machining-34" hoop-84262-01 
07 
07 . 
Cfl 


a. Start with 34" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise Jaw. Set XY G on far, right edge of Jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 
before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
/^Corrmftfe 


73 04 
3. 34 Hoop Fabrication -1" hoop 
rr/ 
' 


a. Cut 1" X 0.065 material to 32.0", both end square. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


1. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height 16" 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop Jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 
PO 
73-04 
73-04 
73-04 
4. 34 Hoop Machining-1" hoop 
05 
05 
05 


a. Start with 1" 34 hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise. Set X 0 on edge of hoop (end of hoop). Shift X along hoop 0.75" and set X G. 
Set stop against end of tube. Rotate milling head 5 degrees in or out as required for right or left 


side. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. Ensure 
edge of hole to edge of tube is 0.23" as indicated on drawing. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using 34" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 
g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. ^ 


h. Tag in process hoop(s) and place into stock. 
7o ^ 


5. Joint Préparation 
m 


a. Set 1" hoop in hoop Jig. Insert 34" hoop into 1" hoop, against side stop of Jig. Mark slot location 


in 1" hoop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 
nA 
AT) 
PO 


73-04 73-C 
73-04 
6. Welding-Lugs 
05 
05 
QSx 


a. Insert two 90621-05 lugs into holes in 1" hoop. Set short side to 0.06" above surface of tube. 
Attach 11" spacing Jig with 3/8-24 bolts to lugs. 


b. TIG weld ail around outside of lugs. 2 places. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA U) 


c. Grind lugs flush with inside of tube. 
d. TIG weld ail around inside of lugs. 2 places. 
e. Record lug and welding rod PO/WO on attached material list. 
AO 
Aô 
^^^04 
7. Welding-HandIeBushings-84262-01 
^ ^5 
^ 


a. Insert 84271-01 bushings into Î4" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 
c. Record bushing and welding rod PO/WO on attached material list. 
AO 
^ A/) 
^3-04 
^3-04 
8. Welding-Hoop Assembly 
0*^ 
^ 
Qi^ 


a. Insert 1" hoop from step 6 and Yi" hoop from step 7 into hoop jig. Seat Yi" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 
hoop in slot. 
d. Cap Vi" -1" tube joint with 76423-04 cap. TIG weld around cap. 
^ 
^ 
e. Record cap and welding rod PO/WO on attached material list. 
AO 
7^3 « 
^3-04 
9. Finishing and Inspection 
(Tt 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 84262 


General 


These instructions apply to ail cargo basket hoops that require handle bracket provisions. Refer to the 


following drawings, at the current revision, for dimensions and détails; 


Handle Provisions - 
Common to ail baskets 
84262, Revision 1 - 
Handle Bracket Assembly 


Work Order: 
"*7 I 
Complété 


(initial orSCA #) 
DateOpen: 
0^ 
j£>iU 
Aô 
73-04 73-04 
1. Handle Bushings-Préparation-84262-01 
07 
07 
^ 


Required in locations where handle brackets will be installed. 


a. Start with stock hoop or half hoop as required for spécifie basket assembly. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY 0 on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16 (#4) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
P/j 


2. Handle Bushings-Welding-84262-01 
pS 


a. Insert 84271-01 bushings into hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 
c. Record bushing and welding rod PO/WO on attached material list. 
^ 
d. Tag in process hoop(s) and place into stock. 
AO 
^ 


73-04 
3. Handle Bushings-Finish-84262-01 
07 


a. De-burr welded bushings. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


Thls sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadian Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 
The initial columns serve one column per component fabricated on 


the applicable work order. 


22^ 
Nomentclature: AjAS35&-Quick Release Cargo Basket Hoop 
Number of Units: 
. Work Order #: 
( 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 
yCb es 
AS350 
Cut a piece of matériel to48-3/î6^-^ 
N/A 
m 
Xs 


AS350 
€tit one €ml at 90 cfegr&es-and the-oppositc end at Ifr 


degcfLÊS. 
N/A 


AS350 
At the 90 degree end measure i^and mark. Bend at that 


mark, set stop at 103 deg. 
N/A 
0^ 
m Cô 


AS350 
Al Ifie lungest-pofrrt Of the 16 degiee-erid tneasure 14 1/4" 
aod-mark. Bend at t-hat mark, set stop at 85 deg..^^ 
N/A 


Post Fabrication Inspection 


Inspect components to ensure conformity to the applicable design data. 


Signature; 


Licence Number or SCA: 


Date: 
HAA. 9^(1 


TTfiS 
? 


^Work Order:_2îi£ji_lî 


Date Qpened: OC JbL-y ^iÇ, 


Matériel Tracking Sheet 


Robinson R44 
Hoops Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 1 
II 
49210-02 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 
ISqI-Q 


Step 1 
II. 
49210-02 
Hoop - with handie provisions 
4130 Steel, 
x 0.035 Sqr. Tube 
5-073 


step 2 
Welding 


Step 3 


84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


AIR 
Welding Rod 
ER70S-2 


Inspection 
None 


Step 1 
90622-01- 
Hoop - attachment 
(-01 RH, -02 LH) 
4130 Steel, Vz" x 0.035 Sqr. Tube 
" 
/ ^ O 
I 7^ 


Step 2 


1/2" Tube - hoop 


Welding 


Step 3 


69823-02 
Lug 
1018 Steel, 5/8" Rod 


AIR 
Welding Rod 
ER70S-2 


Finishing and Inspection 
None 


.Work Order:. 


Date Ooened: 


Matériel Tracking Stieet 


Robinson R44 
Hoops Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


90621-01- OX 
Hoop - attachment (aft) 
(-01 RM, -02 LH) 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, V/' x 0.035 Sqr, Tube 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Weiding 


Step 6 
. 2 
90621-05 
Lug 
1018 Mild Steel, 5/8" Dia. 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
JSo3S~ 


.AIR 
~ 
Weiding Rod 
ER70S-2 
/c^OOS' 


Step 9 
Finishing and Inspection 
None 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-maif: lnfo@aerodesign.ca 
/5> 
^ 
Z./^AMF 73-04 
Nomenclature: 
^ 
No. of pièces: 
(_ 
Manufacturer: 
UifS/jh / 
P 
J 


Signature: 
Date: 
,-4^ /i :> 7 
/:?. G/7 
Date: 
k 2. 7 
72. g>/7 ^ 
Lie. No. / SCA 
/i O 
~ O S 


Form# 20.E.03 
Rev. 1 24 April 2014 


(/> 
(/) 
art No.: 
C f ~ O / 
Serial/Batch No.: 
k/^ 
TTSN: 
A 
TSO: 
K/A 
Rem.: 
Â/A 
<U 
Work Order No.: P" 
«7/^ ~ 
OQ. 
q 
Remainine Tasks to be Performed: 
^pr. Je^ ^ 
^ 
cGct h ^ 
_ 


A) 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@>aerodesigri| 


AMF 73-04 


Remarks 
T 
f/i 
3o 
jjon 
^ 
zn 
G\PJ:eAj TM 
U 
O 


I' 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mali: info@aerodeslgn.ca 
AMF 73-04 
• 
! / j 
Mivir /o-ut 
Nomenclature: K 
L.{ a 
/f-( 
No. of pièces: 


Manufacturer: 


Remaining Tasks to be Performed: 
<A» 
ygo 
O 


k. 


Signature: 


Date: î^ar^U 
Date: /^g 
h S- 
y 
Uc. No. / SCA /^ /) -O 
'S~ 
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Part No.: ^O & 
f 
~ O/ 
Serial/Batch No.: 
k/A 
TTSN: 
K/A 
TSO: K 
Rem.: k/A 
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Work Order No.: 2 
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(/) 
(/) 
Q) 
u2 
il 
^(1 


